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Table 1 Chemical composition requirements of casting W /%
Si Mg Mn Fe (S)
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Table 2 Mechanical properties requirements of casting
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Fig. 1 Heterogeneous skeleton
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Fig. 2 Process bars design
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Fig. 3 Sand cores design
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Fig. 4 The 3D casting process diagram
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Fig. 5 Produced heterogeneous skeleton casting
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Design and Production Verification of Heterogeneous Skeleton Sand
Casting Process

LI Yan—xia, LIU Chang, BAI Ri-xin
(Hebeil Hanguang Industry, Co., Ltd., Handan 056028, Hebei, China)

Abstract:

The heterogeneous skeleton made of ZL104 has complex internal cavities. According to its technical
requirements and structure characteristics, the manual sand mold casting method was adopted and the casting
process was designed.The actual production was performed to validate the rationality and feasibility of the
process scheme.The testing results indicate that the internal and surface quality of the castings can meet the
requirements of the technical indicators, and the qualified castings have been obtained.

Key words:
heterogeneous skeleton; ZL104; sand casting; process design

(%#. KA, zyh@foundyworld.com )



